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COMPLETE SPECIFICATION 



Method of Manufacturing Shoes having Premoulded Uppers 



I, Antoine Joseph Georges Baudou, of 
French Nationality, of Les Eglisottes (Gir- 
onde), France, do hereby declare the inven- 
tion, for which I pray that a patent may be 
5 granted to me, and the method by which it 
is to be performed, to be particularly descri- 
bed in and by the following statement : — 

This invention relates to the manufacture 
of shoes. 

10 Methods of shoe manufacture are known 
which enable an outsole, made of an elasto- 
mer or a plastomer (or a combination of 
both) to be attached to a shoe upper, and 
these methods fall into two distinct groups. 
15 In the first method group the upper is con- 
nected to the outsole simply by connecting a 
golosh-like component (made of an elasto- 
mer, a plastomer or a combination of both) 
lo the sides of the upper. 

To this end, in one prior art technique 
within this first method group, after the 
quarters and the vamp, for instance, have 
been cut out flat and assembled by sewing, 
an insole or sock, for instance of light can- 
vas, is sewn to the bottom edge of the 
assembled upper which comprises said 
quarters and vamp. Before the sole mould- 
ing operation, the assembly formed by the 
upper and said insole or sock (often referred 
to as a slip assembly) is fitted over a mould 
core or former, so that during sole moulding 
the slip assembly occupies a determined and 
almost constant position in relation to the 
mould sheHs. The mould sheHs are adapted 
to locate in position a lateral strip of 
moulded material, sometimes termed the 
golosh, which is made integral or is unitary 
with the outsole, so that during assembly the 
golosh is bonded to the sides of the upper. 
40 the outsole thus being connected to the upper 
via the said golosh. This kind of shoe, that 
is, a shoe having a golosh, is more particu- 
larly used in fairly heavy models, such as 
shoes for winter wear. However, this mode 
45 of construction gives light-weight shoes for 
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town wear or summer shoes an inelegant 
appearance which often does not satisfy the 
customer's taste. Tms method of production 
nevertheless has the advantage of obviating 
the very troublesome operation of slip or 50 
stnng lasting the upper. 

In the second method group, the outsole is 
connected directly to the edges of the upper 
which have been intoned or "wiped" before, 
hand onto a last during the operation of 55 
shaping and mounting the upper. The re- 
suming shoe is more elegant and lighter than 
one made according to the first method 
group, smce it has no golosh. However, the 
mode of construction is more expensive, 60 
since the operation of shaping and mountine 
the upper on a last to stretch the upper and 
jnturn or wipe its edges thereover is a long 
and laborious one. The operation is gener- 
ally earned out on a wooden last 65 

It is an object of the invention to provide 
an improved method of shra-making .en- 
abling shoes to be mamrfactured in a shnjnler 
more economic and more rational manner. ' 

The invention consists in a method of 70 
manufacturing shoes comprising the steps of 
pre-mouldmg a one-piece upper of synthetic 
leather material or the components of an 
upper of synthetic leather material and 
securing said components together to provide 75 
an upper, the one-piece or multi-component 
synthetic leather upper having at least a par- 
tial insole portion, and applying to said in- 
sole portion an outsole. 
The method according to the invention 80 

obviates wastage of materials, enables readily 
mouidable syntactic leather, to be used and 

S^SSHLSS^ f mom ^ <* standardisation 
of the moulds and mould elements, some of 
which can be common to the upper-mould- 85 
^ moulding 

If desired, one-piece moulded uppers may 
have an integral complete insole portion, that 
is, an insole extending over the whole of the 90 
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underside of the wearer's foot, but in prefer- 

- red arrangements the upper— whether a one- 

- piece or ~nmiki-piece upper— has an mspie 
portion in the form of an inwardly extending 

- 5 flange strip. . 

The upper may comprise a top portion 
which consists at least of parts adapted to 
extend over a wearer's toe and around tne 
back of the wearer's heel and a" bottom por- 
10 tion consisting of said inwardly extending 
flanae strip and of an upwardly extending 
sid&wall, said top portion of the upper being 
nested in the bottom portion thereof, and 
said top portion of the upper may be m two 
15 sections, namely a front vamp section and a 
rear section comprising the two quarters oi 
the upper adjoined along the heel end there- 
of; moreover said rear .portion: of the upper 
mav comprise two separate quarters. 
20 If desired, the upper may be divided along 
the full depth of the heel end thereof to per- 
mit of relative expanding or contracting 
movement between the opposite sides of the 
upper, the can at the heel end of the upper 
25 beins closed by a panel or strio before the 
outsole is applied. In all cases the one-piece 
or multi-niece upper consists of pxernpiwded 
components. . 
Thus the invention may be viewed as pro- 
30 viding a method of manufacturing shoes 
having an uoper which, is entirely pre- 
moulded, the method comprising all or most 
of the following steps : — all or some parts 
of the ro^er are moulded on a last or press 
35 moulded; those portions of the moulded 
elements to which the outsole is fired are 
formed, if necessary, with arertures adapted 
lo receive moulded synthetic leather mate- 
• rial adanted to connect the outsole to the 
40 uoper: tire various parts of the uppers are 
assembled directly or on a last, bv any suit- 
able means, such as sewing, gluems or weld- 
ins: and the uppers, in ore^rtsce or assem- 
bled to^e*her, are connected by any suitable 
45 means, more particular! v by moulding to 
prefabricated teels or soles (with or wthont 
ffoloshes. "forms" or <«iard wal'sX with the 
iwl'minan' interposition, if necessarv, of a 
s/*ck for iTi«ila*k>*» or cTea^b'ne^. a co^ec- 
50 tion beW fcrmed b^ molding a combined 
O'i'cnH **eel "nit or a so T e btg^.V O ~to tne 
hott^-* 1 n f tf *e * : d a * o** the wTver or on n strip 
furred in from t^e *o*tom reri**ei^ of t*e 

lirr-er*. e^fd moulded O'USO 1 - **r co1 5 hfcn*C 

55 ircV'd ? "<r nNno^ner or. eV»s*omer nyeis 
\vh ; cn are introd xed during t^e Tno-'Iding 
operation irto the apertures wit 1 - whrch the 
premonlded liters are formed. 
Some non-limitative embodiments of ins 
60 invention will now be described w V- reer- 
ence to the accompanying draw.rgs, wherein: 
Fiaure 1 is a side perspective - :e w of one 
form' of upper according to tl:e ention, 

- that is, one having a thin insole which is 
65 integral or unitary therewith, 



Figure 2 is an underside perspective view 
of the upper shown in Figure 1, 

Figure 3 is a r^erspective view of another 
form of upper according to the invention, 
that is, one with a partial insole in the form 70 
of an inturxied flange strip, 

Figure 4* is an underside perspective view 
of the upper shown in Figure 3, snowing the 
upper after it has been opened or divided at 
the heel end thereof, . . "5 

Figure 5 is an underside perspective view 
showing a rear panel or strip attached over. . 
the gap of the divided upper shown in Figure 
4, with a fiat sock abutting the insole flange 
strip, - "80 

Figure 6 is a cross section, taken along the 
line VT-VI in Figure 5, to show how rivets 
forming part of ther mouldable' sole" material 
serve to key the outsole to die insole flange 
strip of the upper, " m ' 85 

Figure 7 is a top perspective view of tne 
bottom section'of an upper; provided with, a 
golosh, or "foxing" or upstanding side wall 
and' with: a lower insole flange strip, 
-- Figure 8 is an exploded view showing the 90 
method of moulding in one piece the vamp 
of an Upper, . t 

Figure 9 is an exploded view showing the 
method of moulding in one piece the-two 
quarters of aii~upper, . " 5 

Ffeuie 10 is a side perspective view of a 
shoe'showing trie one-piece -moulded .vamp 
and quarters of the upper shown in Figures 
8 and 9 respectively assembled on the shoe 
element shown in Figure 7, and with a lOU 
moulded outsoie and freer applied thereto, 

Figure 11 is an exploded view showing the 
moulding of right and left halves of an upper, 

Figure 12 is a perspective view showing 105 
the moulded half-uppers' of Tigure 11 moun- 
ted on a former in readiness for the applica- 
tion of a sole blank* 

Figures I and 2 show a one-piece upper 
blank 1 which has been moulded on a last or H«J 
former and comprises an upper 2 unitary 
with a very than insole 3 formed with aper- 
tures 4; this is a complete insole which ex- 
tends over the whole of the underside of the 
wearer's foot, as conventionally employed. 115 
A prefabricated sole and heel unit can be 
glued or sewn directly onto die thin sole of 
the upper blank 1, or alternatively, the upper . 
Hank 1 can be fitted to the core or former 
of a mould for the injection or other pressure 1Z0 
moulding of a combined outsole and heel 
unit; the upper blank 1 is made so as to fit 
accurately on the mould core or former. 
When tie moulding operation is performed 
the outsole-ceel unit makes a keyed con- 125 
nection with the than insole by reason of the 
anertures 4 into which, the mouldable sole 
material -penetrates. - 

In a variant form of the method according 
lo the invention, the initial mould is so con- 13U 
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structed as to produce an upper blank 7 (Fig. 
3) comprising in one piece and completely 
unitary with one another an upper 5 and a 
partial insole in the form of a lower inwardly 
5 directed flange strip 6 corresponding to the 
usual lasting margin convent ionaJly provided 
on an upper and formed by inturning or 
wiping the lower periphery of the upper. 
The resulting upper blank 7 thus has an 
10 open or partial insole formed by the flange 
strip 6, and this upper blank 7 can be readily 
fitted on the core or former of a mould for 
direct moulding thereon of an outsole and 
heel unit The upper blank- 7 may - be 
15 divided along the heel end to produce an 
aperture 8 (fig. 4) which enables the upper 
lo be shortened as required, so that a single 
upper blank can be initially, moulded and 
used to produce blanks of various lengths 
20 onto which may he moulded suitable out- 
soles by means of a number of different size 
sole moulds. The two edges of the aperture 
8 of the di vided upper blank 7 are adapted to 
be connected to one another by the use of a 
25 panel or strip 9 (Fig. 5). A sock 10 for 
cleanliness and wear, and taking the place of 
a conventional insole, is introduced into the 
upper blank 7 and rests on the insole flange 
strip 6. The direct moulding of an outsole 
30 1 1 onto the upper blank produces protuber- 
ances on the moulded outsole which form 
rivets 11a. (Fig. 6) which extend through the 
apertures 4 in the insole strip 6 and adhere 
to the flat sock 10. 
35 In the arrangements described above the 
complete insole 3 (Fig. 2) or a partial insole 
in the form of a flange strip 6 (Fig. 3) is 
formed integral with a one-piece upper blank 
I (Fig. 1) or upper blank 7 (Fig. 3) respec- 
40 lively, but in a variant form of upper ac- 
cording to the invention, the initial mouid 
produces an intermediate member 12 (Fig. 
7) which comprises only the partial insole 
flange strip 6 (formed with apertures 4) and 
45 surrounded by a guard or welt wall 13. some- 
times called a golosh; this guard or wall 13 
is similar to the conventional "foxing** in 
appearance. The upper now comprises a 
top section and a bottom section, the latter 
50 consisting of intermediate member 12. A 
combined outsole and heel unit or a sole 
Wank (to which a separate heel may subse- 
quently be secured) is adapted to be con- 
nected to the intermediate member 12 by any 
55 suitable method, such as glueing, sewing or 
mo\M\ng 9 with the preliminary interposition 
inside of a sock 10 (as in Figs. 5-6). The 
intermediate member 12 can be divided or 
gapped in the heel region (as in Fig. 4) so 
60 that identical members 12 can be used for 
the making of shoes of different sizes. An 
upper too section of any suitable form can 
be attached to the intermediate member 12 
by any suitable means. 
65 One example of a two-section upper com- 



bined with an intermediate member will now 
be described. Fig. 8 shows the various ele- 
ments of a mould 14 adapted for the produc- 
tion of a vamp 15 having a tongue 16 with a 
partial insole in the form of an inturned 70 
flange strip 6a; the mould comprises a matrix 
17 and a punch 18. 

Figure 9 illustrates the moulding of the 
two quarters of the top. section of a shoe 
upper, in one piece, by means of a mould 19 75 
comprising a matrix 20, a male member 21, 
and a core or former 22 producing a quarters 
component 23, also having an. inturned flange 
6b. The use of the moulds 14 and 19 en- 
ables the. two components of the top section 80 
of the upper to be produced to a required 
constant thickness; the moulded material is 
a synthetic leather, which can be used for the 
production of shoe uppers, and can readily 
be moulded and take on the colours normally 85 
used in shoe manufacture. 

To produce a shoe such as that shown in 
Figure 10, the vamp 15 is attached to the 
quarters component 23 by sewing, for in ? 
stance, whereafter the resulting upper is 90 
attached to an outsole and heel, the upper, * 
being first of ail attached by any. suitable 
means, such as glueing or welding, to an 
intermediate member 12, such as shown in 
Figure 7. the connection being performed via 95 
the strips 6a, 6b. 

Another example of a two-section upper 
combined with an outsole- heel unit is illus- 
trated in Figures 11 and 12. This example 
concerns "walking" shoes, or shoes having 100 
higfc uppers, and in this case the two sections 
are obtained by moulding an upper in two 
halves. A mould 24 (Fig. 11) comprises two 
female mould members 25 and 25a and a 
male mould member 26 including a plate 27 105 
which is adapted to be interposed between 
the two female (members 25 and 25a; the 
male mould member 26 comprises two relief 
portions mounted on opposite sides of plate 
27 and each adapted to produce a half-upper 110 
28, the female mould members 25 and 25a 
corresponding respectively to the two half- 
upper relief portions. Hie moulding pro- 
cess produces, as before, partial insole flange 
strivs 6 which are unitary with the half- 115 
uppers 28 and which enables the half-uppers 
to be attached to a sole and heel blank by 
any of the methods described hereinbefore 
with relation to the other forms of the in- 
vention. The two half-^iprrars 28 may be 120 
assembled together by sewing at the front 
and rear before attaching the outsole and 
llf 61 *, a last 29 (Figure 12) a sole 

blank 30 having an integral heel can be 
attached to the assembled unper 31 by sew- 125 
ing, glueing or other suitable method with 
Ihe co-oneration of the flange strips 6. The 
sole ard heel 30 can be movlded onto the 
u T > £f r 31 bv means of two half-shells 32. 
Clearly, the various forms of -the method 13Q 
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according to the invention enable shoes hav- 
ing a golosh-like intermediary part to be 
manufactured by the press premculding of 
the upper elements, thus avoiding cutting 
5 operations and resultant waste of raw ma te- 
rial. The method according to the invention 
also enables all kinds of shoes to be pro- 
duced without such a golosh (and with or 
without a weh) there being no necessity for 
10 the previous mounting of the npper on a last 
to turn-in or wipe over the lower edges of an 
upper onto the underside of a last The 
invention also enables the upper to be fitted 
to a mould core or former for the moulding 
15 of the sole and heel, without the necessity of 
first sewing or glueing an insole to form the 
underside of the upper. 
WHAT I CXAIM IS :— 
1. A method of manufacturing shoes 
20 comprising the steps of ©remoulding a one- 
piece upper of synthetic leather material or 
the components of an tipper of synthetic 
leather material and securing said compon- 
ents together to provide an upper, the one- 
25 piece or multi-component synthetic leather 
upper having at least a partial insole portion, 
and applying to said insole portion an out- 
sole. „ 

2. A method as claimed in claim J, 
wherein the outsold includes a heel. 

3. A method as claimed m claims 1 or 2, 
wherein the components of the upper are 
attached together by sewing. 
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4. A method as claimed h* claims 1 or 2, 
wherein the components of the upper are 35 
attached together by gkieing. 

5. A method as claimed in claims 1 or 2, 
wherein the components of the upper are 
attached together by welding. 

6. A method as claimed in any one of 40 
claims 1 or 2, wherein the upper is moulded 

on a last 

7. A method as claimed in any one of 
claims 1 to 6, wherein *he upper is attached 

to the outsole by sewing. 45 

8. A method as claimed in any one of 
claims 1 to 6, wherein the upper is attached 
to the outsole by glueing. 

9. A method as claimed in any of claims 

1 to 6, wherein the upper is attached to the 50 
outsole by welding. 

10. A method as claimed in any one of 
claims 1 to 6, wherein the upper is attached 
to the outsole by direct moulding. 

11. A method a® claimed an any one of 55 
claims 1 to 9, wherein a sock is introduced 
into the upper. 

12. Methods of manufacturing shoes 
substantially as hereinbefore described with 
reference to the accompanying drawings. 60 

13. Shoes when made according to 
methods as claimed in any of the preceding 
claims. 

STEVENS, LANGNER, 
PARRY & ROLUNSON, 
Agent for the Applicant. 
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